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(54) Tide: PROCESS FOR MAKING A MECHANICAL FASTENER 
(57) Abstract 



A method for forming a plurality of fastener 
components comprises providing a composite web 
which includes a web of hook material. The hook 
material includes a hook base layer which has first 
and second longitudinally extending side sections 
and has a plurality of hook elements which arc 
integrally formed with the base layer and extend 
away from a base plane of the hook base layer. 
The hook elements are configured to operably en- 
gage a selected, cooperating loop material to pro- 
vide an operative fastening, and the web of hook 
material has an extending section of carrier web 
material attached to extend laterally outboard from 
each of the side sections of the web of hook ma- 
terial. Each section of carrier web material has an 
extending web of panel material attached to extend 
laterally outt>oard from each section of carrier web 
material. The composite web is divided along first 
and second, non-intersecting, serpentine division 
lines which repeatedly traverse across a complete 
lateral width of the hook web and extend generally 
longitudinally along a medial region of the com- 
posite web to provide for a serpentine strip which 
can be removed away and separated from the com- 
posite web. The first serpentine division line has a 
first plurality of laterally inboard hill regions and 
relatively outboard valley regions which alternate 




in occurrence along said longitudinal dimension of 
said composite web. The second serpentine division line has a second plurality of laterally inboard hill regions and relatively outboard 
valley regions which alternate in occurrence along the longitudinal dimension of the composite web. The hill regions of the first and second 
sepcntinc division lines do not extend into the webs of panel material. 
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PROCESS FOR MAKING A MECHANICAL FASTENER 
Field of the Invention 

5 The present invention relates to a technique for forming a fastening system. More 
particularly, the invention relates to a technique for forming an article having a side panel 
member connected to a fastening system which incorporates a distinctive grip tab. 

Backoround of the invention 

10 

Conventional absorbent articles, such as disposable diapers, have been constructed with 
elastidzed waistbands. Particular article designs have incorporated a stretchable outer 
cover composed of an elastomeric web material, such as a stretch bonded laminate 
which includes a layer of nonwoven fabric. Other conventional designs have included 
15 elastomeric or nonelastomeric side panel members connected to the lateral side edges of 
an outercover composed of a polymer film material, and fasteners and fastening tabs 
have been connected and attached to the side panels for securing the article on a 
wearer. The fastener tabs can include mechanical fastening mechanisms^ such as the 
complementary components of a hook-and-loop fastener. 

20 

Conventional techniques have been employed for forming articles which have fastening 
systems with shaped side-panel members having desired edge contours. Particular 
techniques have been configured to remove a continuous die-cut strip from the middle 
region of a web of side panel material having strips of a mechanical fastener component 

25 attached thereto. Conventional processes, such as those described above, have. 

however, exhibited significant shortcomings when incorporated into desired, high speed 
manufacturing operations. For example, the process arrangements have required the 
use of excessive amounts of side panel material, which can be expensive and may 
create excessive thickness. The processes have also provided fastener web 

30 constructions which have insufficient integrity or have been excessively bulky or difficult 
to handle during subsequent operations. As a result, it has been difficult to provide a 
technique for reliably and efficiently producing a mechanical fastening system which has 
a desired contoured shape, and desired performance characteristics. There has been a 
continued need for an improved manufacturing technique which can more efficiently 

35 produce an article having a more reliable and lower cost fastening system. 
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Brief Description of the Invention 

A process aspect of the invention provides a method for forming fasteners. The method 
includes providing a composite web which includes a web of a first mechanical fastening 
5 component. The first mechanical fastening component includes a base layer which has 
first and second, laterally opposed, longitudinally extending side sections, and has a 
plurality of first mechanical fastening elements which are integrally formed with the base 
layer and extend away from a base plane of the base layer. The first mechanical 
fastening elements are configured to operably engage a selected, cooperating second 

10 mechanical fastening component The web of the first mechanical fastening component 
may have an extending section of carrier web material attached to extend laterally 
outboard from each of the side sections of the first mechanical fastening component 
web, and each section of carrier web material may include a web of panel material 
attached to extend laterally outboard from said each section of carrier web material. The 

15 composite web is divided along first and second, non-intersecting, serpentine division 
lines which repeatedly traverse across a substantially complete lateral vwdth of the first 
mechanical fastening component web and extend generally longitudinally along a medial 
region of the composite web to provide for a serpentine strip which may be removed 
away from the composite web. The first serpentine division line has a first plurality of 

20 laterally inboard hill regions and relatively outboard valley regions which alternate in 
occun-ence along the longitudinal dimension of said composrte web. The second 
serpentine division line has a second plurality of laterally inboard hill regions and 
relatively outboard valley regions which altemate in occurrence along the longitudinal 
dimension of the composite web. Desirably, the hill regions of the first and second 

25 serpentine division lines do not extend into the webs of panel material. 

In particular aspects of the invention, the composite web may be selectively segmented 
to provide for the plurality of fastener components, and in further aspects, the valley 
regions of the serpentine lines can extend into the webs of panel material. The various 

30 aspects of the invention can advantageously provide an improved technique for forming 
a fastener system in which a shaped fastener tab can provide a desired ease of opening 
while also providing a secure closure which is resistant to premature pop-opens. With 
the technique, the fastening system can be manufactured at high speed, and the 
resultant fastener tab can be more effectively and efficiently produced without leaving 

35 undesired whiskers or other pooriy attached pieces. As a result, the present invention, in 
its various configurations, can provide an improved technique for forming an article 

•2- 
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having a more effective and reliable fastening system. The resultant article and 
fastening system can have more consistent quality and can provide more dependable 
performance. 

5 Brief Description of the Drawinos 

The invention will be more fully understood and further advantages will become apparent 
when reference is made to the following detailed description and accompanying drawings 
in w^ich: 

10 

Fig. 1 representatively shows a schematic, perspective view of a portion of the method 
and apparatus of the invention; 

Fig. 2 a schematic, perspective view of another portion of the method and apparatus of 
15 the invention; 

Fig. 3 representatively shows a schematic composite web and its associated 
components; 

20 Fig. 4 representatively shows an expanded, schematic cross-sectional, lateral end view 
of the composite web illustrated in Fig. 3; 

Fig. 5 representatively shows an alternative configuration of the method and apparatus of 
the invention for making multiple composite webs; 

25 

Fig. 6 representatively shows a further, schematic composite web assembly and its 
associated components; 

Fig. 7 representatively shows an expanded, schematic cross-sectional, lateral end view 
30 of the composite web assembly illustrated in Fig. 6. 

Detailed Description of the Invention 

The method and apparatus of the present invention will be descrit>ed herein in 
35 relationship to their use in producing a fastener system for absorbent articles, particularly 
disposable absorbent articles. Such articles can be placed against or in proximity to the 

-3- 
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body of a wearer to absorb and contain various exudates discharged from the body, and 
are intended to be discarded after a limited period of use. The articles are not intended 
to be laundered or otherwise restored for re-use. While the present description will 
particularly be made in the context of a diaper article, it should be understood that the 
5 present invention is also applicable to other articles, such as caps, gowns, drapes, 
covers, adult incontinence gamients, sanitary napkins, children's training pants, and the 
like. 

In particular arrangements, the present invention can advantageously be employed to 
10 more efficiently produce a fastening system for incorporation into an absorbent article, 
such as a disposable diaper having a front waistband section, a rear vi^istband section 
and an intennediate section which interconnects the front and rear waistband sections. 
The article includes a backsheet layer, and a liquid permeable topsheet layer which is 
superposed on and connected to the backsheet layer. An absorbent body is located 
15 between the backsheet layer and the topsheet layer, and a fastening system is 

connected to the article at each laterally opposed end region of at least one of the front 
and rear waistband sections. Each fastening system can include a side panel member, 
and the side panels can optionally be constaicted to be elastomerically stretchable at 
least along a lateral, cross-direction of the article. A fastening tab for securing the article 
20 on a wearer is connected to each of the side panels. 

Articles which include elastomeric side panels and selectively configured fastener tabs 
are described in U.S. Patent Application Serial No. 168,615 of T. Roessleret al., entitled 
DYNAMIC FITTING DIAPER, and filed December 16. 1993 (attomey docket No. 10,961); 

25 and in U.S. Patent Application Serial No. 603.477 of A. Long et al.. entitled 
MECHANICAL FASTENING SYSTEM WITH GRIP TAB. and filed Mart:h 6. 1996 
(attomey docket No. 12,563). Various techniques for fomiing the fastening systems are 
described in U.S. Patent No. 5,399,219 of T. Roessier et al.. entitled METHOD FOR 
MAKING A FASTENING SYSTEM FOR A DYNAMIC FITTING DIAPER and issued 

30 March 21, 1995 (attorney docket No. 1 1.186); in U.S. Patent Application Serial 

No. 286.086 of D. Fries, entitled A PROCESS FOR ASSEMBLING ELASTICI2ED EAR 
PORTIONS and filed August 3. 1994 (attomey docket No. 11.169); and in U.S. Patent 
Application Serial No. 08/415.383 of D. Fries et al., entitled AN ASSEMBLY PROCESS 
FOR A LAMINATED TAPE and filed April 3. 1995 (attomey docket No. 1 1.950). The 

35 entire disclosures of the above-mentioned documents are incorporated herein by 
reference in a manner that is consistent (not in conflict) herewith. 

-4- 
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The present invention can provide a distinctive technique for forming a fastener system 
having a selected, composite fastener component. The invention can further provide a 
distinctive technique for forming a selected article, such as an elasticized disposable 
diaper which includes a fastening system. With reference to Figs. 1,2.3 and 4, a 
5 method and apparatus of the invention^ shown generally at 20, for forming a plurality of 
fastener components 66 includes a providing of a composite web 22 which includes a 
web of a first mechanical fastening component, such as a web of hook material 24. The 
first mechanical fastening component web Includes a base layer, such as hook base 
layer 26, which has laterally opposed, longitudinally extending side sections 30 and 32. 

10 The base layer also has a plurality of mechanical fastening elements, such as hook 
elements 64, which are integrally formed with the base layer 26 and extend away from a 
base plane which is generally defined by the base layer. The first mechanical fastening 
elements are configured to operably engage a selected, cooperating second mechanical 
fastening component, such as a conventional loop material. The web of the first 

16 mechanical fastening component can have extending sections of the carrier web 

material, such as carrier web sections 38 and 40, attached to extend laterally outboard 
from each of the side sections 30 and 32 of the first mechanical fastening component 
web. In particular, carrier web section 38 extends laterally outboard from the fastening 
side section 30. and carrier web section 40 extends laterally outboard from the fastening 

20 side section 32. Each section 38 and 40 of carrier web material can include a web of 
panel material, such as panel web section 74 or 76, attached to extend laterally outboard 
from its associated section of carrier web material. The resulting composite web 22 is 
divided along a first serpentine division line 62 and a second serpentine division line 62a. 
which are non-intersecting. The serpentine division lines repeatedly traverse across a 

26 substantially complete lateral width 104 of the first mechanical fastening component web 
and extend generally longitudinally along a medial region 28 of the composite web 22 to 
provide for a serpentine strip 80 which can be removed away and separated from the 
composite web. The first serpentine division line 62 has a first plurality of laterally 
inboard hill regions 114 and relatively outboard valley regions 115 which alternate in 

30 occurrence along the longitudinal dimension 86 of the composite web 22. The second 
serpentine division line 62a has a second plurality of laterally inboard hill regions 114a 
and relatively outboard valley regions 115a which alternate in occurrence along the 
longitudinal dimension of the composite web. Desirably, the first and second serpentine 
division lines are substantially coextensive, and the hill regions 114 and 114a of the first 

35 and second serpentine division lines do not extend into the webs of panel material 56. 
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In particular aspects, the valley regions 115 and 115a of the serpentine lines can be 
configured to extend into the webs of panel material. In further aspects of the invention, 
the composite web 22 can be selectively segmented along segmenting lines 64 to 
provide the plurality of fastener components 66. The fastener components can then be 
5 attached to side regions of an appointed article web. and the article web can be 
separated into a plurality of individual articles, such as diaper articles. 

With respect to the shown anangement, the first mechanical fastening component 
provides hook elements 54 which are configured to operably engage the selected. 

1 0 cooperating second mechanical fastening component provided by an operable loop 
material. The hook material web is connected at a location between the extending 
sections of carrier web material 38 and 40. one of which is attached to extend laterally 
outboard from each of the side sections 30 and 32 of the web of hook material 24. At 
least the web of hook material 24 is divided along the serpentine division lines 62 

1 5 and 62a which extend generally longitudinally along the web of hook material 24. As 
illustrated in the shown configurations, each of the division lines can also divide the 
earner web 34 and can have portions which extend to divide the webs 56 of panel 
material. 

20 It should be readily appreciated that the loop material may be employed as the first 
mechanical fastening component and that the first mechanical fastening elements may 
be provided by loop elements. In a con-esponding, complementary fashion, the hook 
material may be employed as the second mechanical fastening component. 

25 In the shown arrangement, the method is arranged to provide a composite web 22 having 
an extending, side panel web sections 74 and 76, which are constructed of an 
elastomerically stretchable panel material and are attached to extend laterally outboard 
from each of the sections 38 and 40, respectively, of the carrier web material 34. The 
panel material is elastomerically extensible along at least the lateral cross-direction 88 of 

30 the panel material. 

The shown arrangement of the method and apparatus also incorporates a single earner 
web onto a surface of which a hook material web 24 is laminated and secured. As a 
result, the serpentine division lines 62 and 62a operably divides the hook material 24. the 
35 carrier material web 34, and the panel web sections 74 and 76. Alternatively, the hook 
material web 24 may be positioned in-between a pair of laterally spaced apart carrier 

-6- 
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webs 34, and operably laminated and secured to the canier webs. AcOTrdingly. each of 
the individual carrier webs has first and second, laterally opposed side regions thereof. 
The first side region of each carrier web is attached to the web of hook material 24, and 
the second side region of each carrier web is operably attached to the outboard edge 
5 portion of its correspondingly associated side panel web section. 

The representatively shown method and apparatus generally has a longitudinal, 
machine^irection 86 and a lateral, cross-direction 88. At any particular, selected location 
along the method and apparatus, the machine-direction is the generally length-wise 
10 direction along which a particular web (or composite web) of material is moving or 

transported through the process. The CToss-direction extends generally along the plane 
of the web of material, and is perpendicular to the particular machine-direction 
established by the method or apparatus at the selected location. 

15 During the process of assembling the various described components, particular attaching 
or tx)nding mechanisms may be mentioned. It should be readily appreciated, however, 
many alternative mechanisms may also be employed. Such alternative techniques 
include, for example, ultrasonic bonding, thermal bonding, adhesive bonding, pressure 
bonding, laser bonding, microwave bonding and the like, as well as combinations thereof. 

20 

With regard to the shown configuration, the method for forming a plurality of fastener 
components includes providing a substantially continuous web of hook material along a 
selected longitudinal dimension 86. The hook material includes a hook base layer 26 
which has first and second, laterally opposed, longitudinally extending side sections 30 

25 and 32. and is configured with mechanical fastening elements to provide a primary 
fastening section of the web 24. In the representatively shown arrangements, the hook 
material has a plurality of hook elements 54 which are integrally formed with the base 
layer 26 and extend away from a base plane which is generally defined by the hook base 
layer The hook elements 54 are configured to operably engage a selected, cooperating 

30 loop material, such as loop material composed of an operative woven, nonwoven or 
knitted fabric. At least one substantially continuous web 34 of carrier material is attached 
to the web of hook material 24 to provide for an extending section of carrier web material 
which extends laterally outboard from each of the side sections 30 and 32 of the hook 
material web 24. A substantially continuous web of panel material 56 is attached to 

35 extend laterally outboard from each extending section of carrier web material, thereby 
forming a composite fastener web 22. At least the web of hook material 24 is divided 

-7- 
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along the serpentine division lines 62 and 62a, which are non-intersecting and extend 
generally longitudinally along the web of hook material 24. Each of the serpentine 
lines 62 and 62a has generally longitudinally extending portions 61 and generally laterally 
extending portions 63 (Fig. 3). In addition, each of the serpentine division lines 
5 repeatedly traverses across a complete lateral width 104 of the web of hook material 24 
and extend generally longitudinally along a medial region 28 of the composite web 22 to 
provide for a serpentine strip 80. The first serpentine division line 62 has a first plurality 
of laterally inboard hill regions 1 14 and relatively outboard valley regions 1 15 which 
alternate in occurrence along the longitudinal dimension 86 of the composite web 22, 

10 The second serpentine division line 62a has a second plurality of laterally inboard hill 
regions 114a and relatively outboard valley regions 115a v\^ich alternate in occun-ence 
along the longitudinal dimension of the composite web. Desirably, the hill regions 114 
and 114a of the first and second serpentine division lines do not extend into the webs of 
panel material 56. and the serpentine strip 80 can be removed away from the composite 

15 web. In a particular aspect the valley regions 115 and 11 5a of the first and second 
serpentine division lines are arranged to extend into the webs of panel material 56. 

The various configurations of the invention can advantageously reduce the occun-ence of 
undesired slivers or whiskers of carrier material 34 on the fastener components 66 which 

20 are produced from the composite web 22. In addition, the various configurations of the 
invention can avoid the occurrence of an extraneous piece of panel material connected 
to the distal free-end of the fastener component at a location generally adjacent the 
region of hook material or other first mechanical fastening component As a result, the 
invention can more effectively produce fastening components with better defined 

25 contour-shape and improved integrity during high speed manufacturing operations. 

With reference to Figs. 1. 2, 3 and 4. a supplying means, such as supply roll 57. provides 
a first, panel web 56 composed of a selected panel material. The panel material may be 
substantially nonelastomeric or may be elastomeric. In particular configurations of the 
invention, the side panel material is composed of an elastomeric material which is 
elastically stretchable at least along the cross-direction 88 of the panel web 56. The 
panel material can, for example, be a stretch-bonded-laminate (SBL) material, a neck- 
bonded-laminate (NBL) material, an elastomeric film, an elastomeric foam material, or the 
like. For example, suitable meltblown elastomeric fibrous webs for fomriing panel web 56 
are described in U.S. Patent 4,663.220 issued May 5, 1987 to T. Wisneski et al.. the 
entire disclosure of which is hereby incorporated by reference. Examples of composite 
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fabrics comprising at least one layer of nonwoven textile fabric secured to a fibrous 
elastic layer are described in European Patent Application EP No. 0 110 010 published 
on April 8, 1987 as EP 0 217 032 A2, with the inventors listed as J. Taylor et al., the 
entire disclosure of which is hereby incorporated by reference. Examples of NBL 
5 materials are described in U,S. Patent 5,226.992 issued July 13. 1993 to M. Mormon, the 
entire disclosure of which is hereby incorporated by reference. A particular neck-bonded- 
laminate (NBL) can be composed of a film of elastomer material sandwiched between 
two layers of spunbond material. The film can be composed of a KRATON® elastomer 
available from Shell Oil Company, and the spunbond layers can be composed of 
10 spunbond, polypropylene fibers. 

A suitable separating mechanism, such as a slitter or other cutter 52, is employed to 
divide the panel web 56 into a first panel web section 74 and a second panel web 
section 76. In the illustrated configuration, for example, slitter 52 can separate the panel 
15 web 56 into first and second sections which have substantially equal cross-directional 
widths. Optionally, the separated web sections 74 and 76 can have unequal cross- 
directional widths, as desired. Each of the panel web sections has an inboard side edge 
region 58 and an outboard side edge region 60. 

20 The relative positioning of the first and second web sections 74 and 76. respectively, is 
adjusted to a desired spacing along the cross-deckle direction 88 of the process by an 
operable directing means, such as provided by a spreader mechanism 78. In the 
illustrated embodiment, for example, the spreader mechanism can include a conventional 
system of turn bars which reposition and relocate the first and second webs of side panel 

25 material at a desired spacing therebetween. For example, the spreader mechanism 78 
can include a first pair of turn bars v^ich are tilted and canted in a manner well known to 
the art to produce the desired repositioning of the first panel web section 74. The first 
panel web section 74 moves in an S-shaped path to pass over its first, top turn bar and 
then pass back and under its second, bottom turn bar to become offset by a 

30 predetermined distance away from second panel web section 76. 

Similarly, a conventional second set of turn bars can be tilted and canted at appropriate 
angles in a manner well known in the art to selectively reposition the second panel web 
section 76. In particular, the second panel web section can be moved in another 
35 S-shaped path to pass over its first, top turn bar and then pass back and under its 
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second, bottom turn bar in a manner which directs the second panel web section 76 to a 
position that is spaced.the desired distance away from first panel web section 74. 

Alternative spreader mechanisms include, for example, conventional guiding roller 
5 systems, such as those distributed by FIFE Corporation, a business having offices 
located in Oklahoma City. Oklahoma; and bowed rotating rolls, such as those distributed 
by Mt. Hope Machine Co.. a business having offices in Taunton. Massachusetts. 
Examples of other spreader mechanisms include non-parallel systems of rollers or bars, 
bowed non-rotating bars, grooved spreader rollers, crowned rollers and the like. 

10 

After the spreader mechanism has generated the desired lateral, cross-directional 
spacing between the first panel web section 74 and the second panel web section 76, 
the two panel web sections are directed to a second assembling means, such as 
provided by a system of assembly rollers 50. 

15 

A second supplying means, such as supply roll 23. supplies a web of the selected, first 
mechanical fastening component, such as the illustrated web 24 of hook material. The 
hook material web includes a base layer 26. and defines a first side section 30 and a 
second side section 32. In addition, the base layer 26 has a first surface 46 and an 

20 oppositely located second surface 48. The first surface 46 is typically appointed to be 
inwardly facing of the associated article, and includes a plurality of fastening elements 
projecting and extending therefrom. The shown an^ngement of the supply roll 23 has 
the hook elements extending radially outwardly from the supply roll. In particular aspects 
of the invention, the fastening elements are integrally formed with the base layer 26 and 

25 can be composed of substantially the same material as the base layer. Desired 
configurations include hook elements which are coextruded or otherwise integrally 
fomned from the base layer material. 

In particular aspects of the invention, the web of hook material 24 can be of the type 
30 refen^d to as micro-hook material. A suitable micro-hook material is distributed under 
the designation CS200 and is available from 3M Company, a business having offices in 
St Paul. Minnesota. The micro-hook material can have hooks in the shape of mushroom 
"caps", and can be configured with a hook density of about 1600 hooks per square inch; 
a hook height which is within the range of about 0.033 - 0.097 cm (about 0.013 to 0.038 
35 inch); and a cap width which is within the range of about 0.025 - 0.033 cm (about 0.01 to 
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0.013 inch). The hooks are attached to a base film substrate having a thickness of about 
0.0076- 0.01 cm (about 0.003-0.004 inch) and a Gurley stiffness of about 15 mg. 
Another suitable micro-hook material is distributed under the designation VELCRO 
CFM 29 1058. and is available from VELCRO U.S.A., Inc. , a business having offices in 
5 Manchester, New Hampshire. The micro-hook material can have hooks in the shape of 
angled hook elements, and can be configured with a hook density of about 264 hooks 
per square centimeter (about 1700 hooks per square inch); a hook height which is within 
the range of about 0.030 - 0.063 cm (about 0.012 - 0.025 inch); and a hook width which 
is within the range of about 0.007 to 0.022 cm (about 0.003 to 0.009 inch). The hook 
10 elements are coextruded vnih a base layer substrate having a thickness of atx>ut 

0.0076 - 0.008 cm (about 0.003 - 0.0035 inch) and the member of hook material has a 
Gurley stiffness of about 12 mg. 

With reference again to Figs. 1, 2, 3 and 4 , at least one canier web 34 is delivered from 
15 a suitable source, such as supply roll 35. In particular configurations of the invention, the 
material of canier layer 56 can be composed of a substantially non-elastomeric material, 
such as polymer films, woven fabrics, nonwoven fabrics or the like, as well as 
combinations thereof. Alternatively, the carrier web material may be composed of a 
substantially elastomeric material, such as a stretch-bonded-laminate (SBL) material, a 
20 neck-bonded-laminate (NBL) material, an elastomeric film, an elastomeric foam material, 
or the like, as well as combinations thereof. The elastomeric material is elastomerically 
stretchable at least along the lateral dimension 88. For exanriple. the carrier web material 
may be composed of a spunbond-meltbtown-spunbond (SMS) fabric having a core of 
meltblown fibers sandwiched between two facing layers of spunt>ond fibers to provide a 
25 total composite basis weight within the range of about 50 - 67 g/m^ (about 1.5-2 oz/yd^). 
As another example, the carrier web material may be entirely composed of a nonwoven 
spunbond fabric having a basis weight within the range of about 50 - 67 g/m^ 
(about1.5-2o2/yd^). 

30 As representatively shown, the canier web 34 has a first major facing surface 42 and a 
second major facing surface 44. The canier web also has a first side section 38, a 
second side section 40. and a medial section 36 which is interposed between the first 
and second side sections of the carrier web and is positioned generally along a 
longitudinal centeriine of the carrier web. The second surface 48 of the web of hook 

35 material 24 is operably bonded and laminated to the medial portion 36 of the first surface 
42 of the canier web to provide a composite fastener web 72. An operative attaching 
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mechanism, such as the shown adhesive applicator 82, generates an attachment for 
operably affixing the hook material web 24 to the associated carrier web 34, and a 
conventional assembly mechanism, such as a system of rollers 84, mount the hook 
material onto the carrier web. The applicator can be configured to generate any 
5 conventional arrangement of adhesive, such as a slot coating, a bead, a spray, a swiri 
pattern or the like, as well as combinations thereof. Desirably, the hook material web is 
substantially centered along the cross-direction of the canier web 34. The resultant 
assembly provides a composite web laminate in which the hook elements 54 are in a 
generally exposed position. The composite fastener web 72 can then be operably 
10 directed and transported for further processing. 

In the representatively shown configuration of the invention, suitable directing means, 
such as a conventional system of guiding rollers 50, transport the fastener web 72 to a 
position which is interposed between the panel web sections 74 and 76. A suitable 

15 attaching mechanism, such as the shown system of adhesive applicator 90 and 
ultrasonic bonder 92, generates an attachment for affixing the composite fastener 
web 72 in between the laterally spaced-apart, panel web sections 74 and 76 to provide 
the composite web 22. More particularty, the adhesive applicator initially attaches 
outboard edges of the composite web 72 to associated, overtapping edges of each of 

20 the panel web sections 74 and 76. The inboard edge region 58 of the first panel web 
section 74 attaches to the overtapping ftrst side edge region 39 of the first side section 38 
of the carrier web 34. and the inboard edge region 58 of the second panel web 
section 76 attaches to the overtapping second side edge region 41 of the second side 
section 40 of the carrier web. The shown arangements laminate the panel webs onto 

25 the first surface 42 of the canier web 34. Alternatively, the panel webs may be laminated 
onto the opposite, second surface 44 of the carrier web. The sonic bonder can desirably 
be employed to supplement the initial attachments wrth sonic, thermal bonds. The sonic 
bonder can also generate an attachment between the hook material 24 and the carrier 
web 34, which together have provided the composite web 72. 

30 

The composite web can then be moved or othenwise directed for further processing. For 
example, the composite web 22 may be wound onto rolls, such as storage rolls 124, or 
otherwise configured for transport to another, remotely located manufacturing line which 
is employed to produce garments or other desired articles. Alternatively, the composite 
35 base web 22 can be operably delivered directly into subsequent stages of a 
manufacturing line along a connecting path A. 
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With reference to Fig. 2, the composite base web 22 can be operably delivered into a 
second separating means, such as a die cutting system 94 or the like, to longitudinally 
divide the composite web into a pair of composite fastener web sections 73a and 73b. 
5 The cutter can produce a cooperating pair of periodic, substantially regularly undulating, 
serpentine division lines 62 and 62a which do not intersect and are positioned along an 
appointed medial section 36 of the composite base web 22. Each serpentine line 
extends generally along the machine-direction, longitudinal length dimension of the 
composite web 22 and includes alternately traversing, side-to-side sections thereof. The 
10 traversing sections of the division line can optionally include retroceding portions thereof 
to provide for distinctively shaped fastening tabs 112. The division lines 62 and 62a 
separate apart appointed layers of the composite web 22 to provide the serpentine 
strip 80. 

15 Each division line includes alternating portions occurring along the longitudinal 

direction 86 which, in the shown configurations, section both the web of hook material 24 
and the canierweb material 34. In addition, each serpentine line can include alternating 
portions occurring along the longitudinal direction, which can be selectively arranged to 
extend into a one of the web sections of panel material 74 and 76. More particularly, the 

20 serpentine line 62 can have substantially regularly occurring hill regions 114. and 
substantially regularly occurring valley regions 115 which alternate in occun^nce with 
respect to the hill regions along the longitudinal direction 86. The hill regions 114 extend 
inboard to the medial region 28 of the composite web 22. The valley regions extend 
relatively outboard from the hit! regions 114 and toward the outboard side edge region 60 

25 of the first panel web section 74 which is most closely adjacent to the valley regions 115. 
With reference to Fig. 3. serpentine line 62 is to the left of serpentine line 62a. 
Accordingly, the valley regions 1 15 of the serpentine line 62 extend toward the left- 
position, first panel web section 74. 

30 Similarly, the serpentine line 62a can have substantially regularly occumng hill 

regions 114a. and substantially regularty occurring valley regions 115a which alternate in 
occurrence witii respect to the hill regions along the longitudinal direction 86. The hill 
regions 114a extend inl>oard to the medial region 28 of the composite web 22. The 
valley regions extend relatively outboard from the hill regions 114a and toward the 

35 outboard side edge region 60 of the second panel web section 76 which is most closely 
adjacent to the valley regions 115a. Accordingly, the valley regions 115a of the 
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serpentine line 62a extend toward the right-position, second panel web section 76. In 
addition, the cooperating serpentine lines are arranged with the hill regions 114 of the 
serpentine line 62 positioned in a laterally opposed alignment with the valley regions 
1 15a of the serpentine line 62a along the cross-direction 88. Similarly, the valley regions 
5 1 15 of the serpentine line 62 positioned in a laterally opposed alignment with the hill 
regions 114a of the serpentine line 62a. Desirably, the hill regions 114 and 114a of the 
first and second serpentine division lines 62 and 62a, respectively, do not extend into 
their associated web sections of panel material 74 and 76, respectively. Desirably, the 
hill regions 1 14 and 1 14a also do not extend into their oppositely positioned web sections 
10 of panel material 76 and 74. respectively. Each of the valley regions 1 1 5 and 1 1 5a of 
the serpentine lines, however, can be constaicted and an^nged to extend into their 
associated web sections of panel material 74 and 76, respectively, v/h\ch is most closely 
positioned to the particular valley region. 

1 5 Accordingly, the cooperating division lines 62 and 62a can operatively generate a 
substantially continuous, serpentine strip 80 having substantially regulariy repeating, 
periodic edge contours. The strip 80 can then be readily removed away from the 
composite web. In the shown arrangements, a transporting system, such as a system 
including a guide roller 132 and/or a conventional vacuum duct system 134, operably 

20 directs the serpentine strip 80 away from the composite web 22 and away from the 
fastener web sections 73a and 73b. 

Additional details regarding the constmction of suitable fastening tabs and fastening 
systems are, for example, described in the previously mentioned U.S. Patent Application 
25 Serial No. 168,615 of T. Roessler et al.. entitled DYNAMIC FITTING DIAPER, filed 
December 16. 1993 (attorney docket No. 10,961); and U.S. Patent Application Serial 
No. 603/477 of A. Long et al., entitled MECHANICAL FASTENING SYSTEM WITH GRIP 
TAB. filed March 6, 1996 (attorney docket No. 12,563). 

30 In the shown configuration of the invention, the composite fastener web sections 73a 
and 73b are operably directed to a system of conventional folding boards 70 to reposition 
the individual fastening tabs 112 into a storage position against an appointed surface of 
Its associated fastener web section 73a or 73b. as desired. Alternatively, the folding 
operation may be by-passed or omitted, and the tabs may remain unfolded. 
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A phase adjusting means, such as provided by alignment turn bars 1 16 and 1 18, 
operably everts the fastener web sections 73a and 73b. and repositions the lengthwise, 
machine-directional phasing of the fastener tabs on first fastener web section 73a 
relative to the fastener tabs on second fastener web section 73b. In the everting 
5 operation, the fastener web sections 73a and 73b are laterally flipped and reversed such 
that the fastening tabs 1 12 are shifted from being located along the inboard edge regions 
of the fastener webs, and are moved to become located along the outboard edge regions 
of the fastener webs. The additional repositioning, phasing operation is configured to 
operably an-ange appointed, corresponding pairs of fastening tabs 112 into a substantial 

10 cross-deckle alignment along the cross-direction of the process and apparatus. 
Accordingly, the process and apparatus provide at least one corresponding, laterally 
opposed pair of fasteners, vi^ich includes a first fastener tab from the first composite 
fastener web section 73a and a second fastener tab from the second composite fastener 
web 73b. In the illustrated embodiment, the process is advantageously constructed to 

15 provide a serial multiplicity of corresponding, laterally opposed pairs of the first and 
second fasteners. 

The substantially aligned first and second fastener web sections 73a and 73b can be 
prepared for further attachment to other components of the desired article. In the 
20 illustrated configuration, for example, the composite fastener web sections 73a and 73b 
are directed to an applicator 120 which deposits a suitable adhesive onto the regions of 
the composite fastener web sections that are appointed for further attachment. Other 
attaching mechanisms, such as themiat bonds, sonic bonds and the like may also be 
employed to supplement or replace the described adhesive attachment 

25 

In further aspects of the method and apparatus of the invention, the first and second 
fastener v^b sections 73a and 73b are directed to a suitable third separating 
mechanism, such as a system of rotary cutters 96. for partitioning along the cross- 
direction of each of the fastener web sections to form a plurality of individual fastener 
30 components 66. The individual fastener systems are directed to a suitable constaiction 
assembling mechanism, such as a system of assembly rollers, which can be configured 
to attach individual fastener systems onto a major body-facing side or outward-facing 
side of an article web 68, as desired. 



35 



For example, a phased, cut-and-place, intermittent assembling means, such as a 
mechanism comprising a system of conventional vacuum slip rolls 110 and rotary knife 
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and anvil systems 96, can be employed to connect opposed, cross-directionally aligned 
pairs of the fastener components 66 to laterally opposite side regions 98 of the article 
web 68. In the illustrated embodiment, for example, the cut-and-place assembling 
mechanism is constructed and arranged to operably connect a sequential plurality of the 
5 paired fastener components 66 to the article web at a plurality of predetemiined, spaced- 
apart locations along the machine-direction of the article web 68. An example of a 
suitable arrangement of rotary cutter and vacuum slip roil is described in U.S. Patent 
4,795,510 issued January 3, 1989 to M. Wittrock et al. and entitled "PROCESS FOR 
APPLYING REINFORCING MATERIAL TO A DIAPER COVER MATERIAL" (attomey 
10 docket No. 8366). the disclosure of which is hereby incorporated by reference in a 
manner that is consistent herewith. 

The assembly mechanism operatively affixes the individual fastener components 66 to 
the opposed sides 98 of the article web 68, and opposed pairs of the individual fastener 
15 components 66 are substantially aligned along the cross-direction 88 of the article 
web 68. In addition, ultrasonic bonders 126 may be employed to provide additional 
securement between the fastener components 66 and the article web 68. The article web 
can then be further processed and separated into a plurality of individual articles by 
conventional separating means. 

20 

in particular, the resultant article web 68 can be constructed to define an interconnected 
plurality of individual article segments 122. and a conventional cutting mechanism (not 
shown) can then separate the article web 68 along preselected division lines 100 to 
produce selected individual articles. The separating step can be performed by employing 
25 any conventional cutting mechanism, such as a rotary cutter or the like. 

The invention can further include mechanisms for providing a web of backsheet material, 
and for positioning at least one absorbent body at a selected location along a machine 
directional length of the backsheet web. A plurality of absori^ent bodies can. for 
30 example, be positioned at predetemiined, regularly spaced locations along the length of 
the backsheet web. Another mechanism can then deliver a web of topsheet material to 
sandwich the absorbent body between the web of backsheet material and the web of 
topsheet material. 

35 Other aspects of the invention can include a mechanism for attaching at least a pair of 
lengthwise extending elasticized containment flaps to the bodyside surface of the 
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topsheet web. Suitable containment flap configurations are described in detail in U.S. 
Patent 4,704,116 issued November 11, 1987 to K. Enloe and entitled DIAPERS WITH 
ELASTICIZED SIDE POCKET, the disclosure of which is hereby incorporated by 
reference in a manner that is consistent herewith. Other containment flap conftgurations 
5 are described in U.S. Patent Application Serial No. 206.816 of R. Everett et a!., entitled 
ABSORBENT ARTICLE HAVING AN IMPROVED SURGE MANAGEMENT and filed 
March 4. 1994 (attorney docket No. 11.375). the disclosure of which is hereby 
incorporated by reference in a manner that is consistent herewith. 

10 With reference to Figs. 5, 6 and 7. another aspect of the invention can provide a system 
for producing a set of multiple composite webs 22. The shown method and apparatus for 
forming fastener components, is configured to provide first and second substantially 
continuous webs of a first mechanical fastening component, such as webs of hook 
material 24a and 24b, to provide primary fastening sections of the composite webs. Each 

15 of the first mechanical fastening components includes a base layer, such as hook base 
layer 26. which has a first and second, laterally opposed, longitudinally extending side 
sections, such as side edge regions, such as side sections 30 and 32a or side sections 
30a and 32. of the web of the first mechanical fastening component. Each of the side 
sections has a plurality of first mechanical fastening elements, such the shown hook 

20 elements 54, which are integrally formed with said base layer and extend away from a 
base plane of the hook base layer. The first mechanical fastening elements are 
configured to operably engage a selected, cooperating second mechanical fastening 
component, such as a conventional loop material. At least one, substantially continuous 
web of earner material, such as a carrier web 34a or 34b. can be attached to each of said 

25 first and second webs of the first mechanical fastening component. Each of the at least 
one web of carrier material provides for an extending section of carrier web material, 
such as carrier side section 38 or 40. which extends laterally away from each of the side 
sections of each of said first and second webs of said first mechanical fastening 
component. In addition, each of the at least one web of carrier material provides an 

30 appointed first earner side edge region, such as a side edge portion 39 of carrier side 
section 38. and an appointed second carrier side edge region, such as a side edge 
portion 41 of earner side section 40. A substantially continuous, relatively central web of 
panel material, such as panel web 75, is attached to the second side edge portion 41 of 
each of the at least one web of carrier materia!, and a relatively outboard web of panel 

35 material, such as provided by panel web 74 or 76. is attached to extend laterally 
outboard from the first side edge portion 39 of each of the at least one web of canier 
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material, thereby forming a composite fastener web assembly 27. 

In particular aspects, the technique of the invention can further include a dividing of the 
relatively central web 75 of panel material to provide first and second composite fastener 
5 webs, such as composite webs 72a and 72b. In other aspects, the technique of the 
invention can include a dividing of at least the web of the first mechanical fastening 
component, such as web 24a and/or 24b. along a cooperating pair of serpentine division 
lines composed of a first serpentine division line 62 and a second serpentine division line 
62a, which are non-intersecting with each other and extend generally longitudinally along 
10 the web of the first mechanical fastening component, as presented previously in present 
description. 

The representatively shown configuration includes a supplying means, such as supply 
roll 57, which provides a first, panel web 56 composed of the selected panel material. 
15 The panel material may be substantially nonelastomeric or may be elastomeric, as 
previously described. 

A suitable separating mechanism, such as a system of slitters 52 or other cutters, is 
employed to divide the panel web 56 into a plurality of sections. For example, the panel 

20 web 56 can be separated into the first panel web section 74. the second panel web 
section 76, and at least a third panel web section 75. In the illustrated configuration, for 
example, slitter 52 can partition the panel web 56 into three sections, wherein the first 
and second sections have substantially equal cross-directional widths, and the third 
section 75 has a cross-directional width which is approximately twice as large as that of 

25 the first and second sections. Optionally, any or all of the separated web sections 74. 75 
and 76 can have relatively equal or unequal cross-directional widtiis. as desired. Each of 
the panel web sections 74 and 76 has an inboard side edge region 58 and an outboard 
side edge region 60. The third, relatively middle web section 75 has first and second 
side edge regions 77 and 79. respectively. 

30 

The relative lateral positionings of the first, second and third web sections 74, 75 and 76. 
respectively, are desirably adjusted to a desired spacing along the cross-deckle 
direction 88 of the process by an operable directing means, such as provided by the 
spreader mechanism 78. In the illustrated embodiment, for example, the spreader 
35 mechanism can include a conventional guiding system which repositions and relocates 
each of the first and second webs of side panel material at a desired spacing away from 
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the third web 75 of side panel material. For example, the spreader 78 can include any of 
the conventional spreader mechanisms described herein. After the spreader mechanism 
has generated the desired lateral, cross-directional spadngs of the first and second 
panel web sections away from the relatively centrally located, third panel web section 75. 
5 the three panel web sections are directed to a second assembling means, such as 
provided by the system of assembly rollers 50. 

With reference to Figs. 5 and 6. a second supplying means, such as supply roll 23. 
supplies a web of the selected, first mechanical fastening component, such as the 

10 illustrated web 25 of hook material. The hook material web includes a base layer 26, and 
defines a first side section 30, a second side section 32, and a generally central section 
31. As previously mentioned, the base layer 26 has a first surface 46 and an oppositely 
located second surface 48. The first surface 46 is typically appointed to be Inwardly 
facing of the associated article, and includes a plurality of fastening elements projecting 

1 5 and extending therefrom. The shown an-angement of the supply roll 23 has the hook 
elements extending radially outwardly from the supply roll. In particular aspects of the 
invention, the fastening elements are integrally formed with the base layer 26 and can be 
composed of substantially the same material as the base layer. Desired configurations 
include hook elements which are coextruded or otherwise integrally formed from the base 

20 layer material. 

The shown configuration of the invention delivers the hook material web 25 to a suitable 
dividing mechanism, such as the shown slitter 102. which separates the web 25 into a set 
of two discrete webs 24a and 24b. The shown slitter cuts along a longitudinal centeriine 

25 of the central section 31 of the hook material web to provide sections 30a and 32a. as 
desired for the intended configurations of the webs 24a and 24b. Altematively, the 
central section 31 of the web 25 may Include a constructed line of weakness which 
extends longitudinally along the web. The line of weakness is constructed to allow the 
web 25 to be selectively and reliably fractured or tom along an appointed separation 

30 line 33. The shown webs 24a and 24b are substantially identical to each other. 

Optionally, however, the slitter can be configured and an^nged to provide webs 24a and 
24b which differ from each other. After the dividing operation, the web set composed of 
webs 24a and 24b are directed through a conventional spreader mechanism 106 which 
operatively positions the webs in a desired, laterally spaced-apart configuration, as 

35 appropriate for subsequent processing operations. 



-19- 



WO9S/03140 



FCT/US97/10203 



At least one carrier web 34 is delivered from a suitable source, such as supply roll 35. In 
the shown arrangement, the carrier web 34 is divided into a set of two canier webs 34a 
and 34b by a slitter 128 or other suitable separating mechanism, and the carrier webs are 
positioned in a desired, laterally spaced-apart relationship by a suitable spreader 
5 device 130. Optionally, the set of carrier webs can be delivered from separate supply 
rolls. As representatively shown, each of the carrier webs 34a and 34b has a first major 
facing surface 42 and a second major facing surface 44. Each carrier web also provides 
for a first side section 38 and a second side section 40. The second surface 48 of the 
web 24a of hook material is operably bonded and laminated to the medial portion 36 of 

10 the first surface 42 of carrier web to 34a provide a first composite fastener web 72a. and 
the surface 48 of the web 24b of hook material is operably bonded and laminated to the 
medial portion 36 of the first surface 42 of carrier web to 34b provide a second 
composite fastener web 72b. An operative attaching mechanism, such as the shown 
adhesive applicator 82, generates an attachment for operably affixing each of the hook 

15 material webs 24a and 24b to its associated canier web 34a and 34b. Desirably, each 
hook material web is substantially centered along the cross-direction of its corresponding 
canier web 34. The resultant assemblies provides a set of two composite web laminates 
in which the hook elements 54 are in a generally exposed position. The assembled 
composite fastener webs 72a and 72b can then be operably directed and transported for 

20 further processing. 

In the representatively shown configuration of the invention, suitable directing means, 
such as the shown system of guiding rollers 84 and 50, transport the fastener webs 72a 
and 72b to positions which are operatively interposed between the panel web sections 

25 74. 75 and 76. In particular, fastener web 72a is located to extend and span between 
panel web sections 74 and 75, and fastener web 72b is located to extend and span 
between panel web sections 75 and 76. A suitable attaching mechanism, such as the 
shown system of adhesive applicator 90 and ultrasonic bonder 92, generates an 
attachment for affixing each of the composite fastener webs 72a and 72b in between its 

30 corresponding pair of laterally spaced-apart, panel web sections 74-75 and 76-75, 
respectively, to provide the composite fastener web assembly 27. More particulariy. the 
adhesive applicator initially attaches the side edges of each of the composite webs 72a 
and 72b to corresponding, overiapping edges of its associated pair of panel web 
sections 74-75 and 76-75, respectively. The inboard edge region 58 of the first panel 

35 web section 74 attaches to the overiapping first side edge region 38 of the carrier web 
34a, and the second side edge region 40 of the carrier web 34a attaches to the first. 
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overlapping side edge region 77 of panel web 75. Similarly, the inboard edge region 58 
of the second panel web section 76 attaches to the overlapping first side edge region 38 
of the carrier web 34b, and the second side edge region 40 of the earner web 34b 
attaches to the second, overlapping side edge region 79 of panel web 75. The sonic 
5 bonder 92 supplements the initial attachments vAih ultrasonic, thermal bonds. The sonic 
bonder can also be configured to generate an attachment between the hook materials 
24a and 24b and the carrier webs 34a and 34b. which together have provided the 
composite webs 72a and 72b, respectively. 

10 The composite web assembly 27 can then be moved or otherv^se directed for further 
processing. For example, the composite web assembly 27 can be directed to another 
dividing mechanism, such as provided for by slitter 108. to separate the web assembly 27 
into a set of two composite webs 22a and 22b. Each of the composite webs 22a and 
22b may be wound onto rolls 124 or otherwise configured for transport to another, 

15 remotely located manufacturing line which is employed to produce garments or other 
desired articles. Alternatively, either or both of the composite base webs 22a and 22b 
can be operably delivered directly into subsequent stages of an associated 
manufacturing line (e.g. Fig. 2) along an Individual connecting path A. 

20 Having described the invention in rather full detail, it will be readily apparent that various 
changes and modifications can be made vwthout departing from the spirit of the 
invention. All of such changes and modifications are contemplated as being within the 
scope of the invention as defined by the subjoined claims. 
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We Claim: 



1 . A method for fomiing fastener components, comprising: 

providing a composite web which has a longitudinal dimension and a lateral 
dimension and includes a web of a first mechanical fastening component, said first 
mechanical fastening component web including a base layer which has first and second 
longitudinally extending side sections and has a plurality of first mechanical fastening 
elements which are integrally fomied with said base layer and extend away from a base 
plane of said base layer, said first mechanical fastening elements configured to operably 
engage a selected, cooperating second mechanical fastening component, said first 
mechanical fastening component web having an extending section of carrier web 
material attached to extend laterally outboard from each of said side sections of said first 
mechanical fastening component web. and each section of carrier web material including 
a web of panel material attached to extend laterally outboard from said each section of 
carrier web material; 

dividing said composite v^b along at least first and second, non-intersecting, 
serpentine division lines which repeatedly traverse across a complete lateral width of said 
first mechanical fastening component web and extend generally longitudinally along a 
medial region of said composite web to provide for a serpentine strip, said first serpentine 
division line having a first plurality of laterally inboard hill regions and relatively outboard 
valley regions which alternate in occurrence along said longitudinal dimension of said 
composite web. said second serpentine division line having a second plurality of laterally 
inboard hill regions and relatively outboard valley regions which alternate in occurrence 
along said longitudinal dimension of said composite web. and wherein said hill regions of 
said first and second serpentine division lines do not extend into said webs of panel 
material; and 

removing said serpentine strip away from said composite web. 

2. A method as recited in claim 1 . wherein said valley regions of said first and 
second serpentine division lines extend into said webs of panel material. 

3. A method as recited in daim 1 further comprising a selective segmenting of said 
composite web to provide for said plurality of fastener components. 
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4. A method as recited in claim 1, wherein each of said webs of panel material is 
elastomerically extensible along said lateral dimension. 

5. A method as recited in claim 1. wherein method includes 

5 providing a composite web which includes a web of hook material, said hook 

material web including a hook base layer which has first and second longitudinally 
extending side sections and has a plurality of hook elements which are integrally formed 
with said base layer and extend away from a base plane of said hook base layer, said 
hook elements configured to operably engage a selected, cooperating loop material, said 

10 web of hook material having an extending section of earner web material attached to 
extend laterally outboard from each of said side sections of said web of hook material, 
and each section of carrier web material including a web of panel material attached to 
extend laterally outboard from said each section of carrier web material; 

dividing said composite web along at least first and second, non-intersecting, 

15 serpentine division lines which repeatedly traverse across a complete lateral width of said 
web of hook material and extend generally longitudinally along a medial region of said 
composite web to provide for a serpentine strip, said first serpentine division line having a 
first plurality of laterally inboard hill regions and relatively outboard valley regions which 
alternate in occurrence along said longitudinal dimension of said composite web, said 

20 second serpentine division line having a second plurality of laterally inboard hill regions 
and relatively outboard valley regions which alternate in occurrence along said 
longitudinal dimension of said composite web, and wherein said hill regions of said first 
and second serpentine division lines do not extend into said webs of panel material; and 
removing said serpentine strip away from said composite web. 

25 

6. A method as recited in claim 5, wherein said valley regions of said first and 
second serpentine division lines extend into said webs of panel material. 

7. A method as recited in claim 1, wherein said method is arranged to provide a 
30 composite web having an extending panel web of elastomerically stretchable panel 

material attached to extend laterally outboard from each section of carrier web material. 

8. A method as recited in claim 1, further comprising an attaching of said 
fastener components to appointed side regions of an article web. 

35 
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9. A method as recited in claim 8. further comprising a sectioning of said artide 
web into a plurality of individual articles. 

10. A method as recited in claim 1. wherein said method provides said serpentine 
division line in a configuration which substantially avoids extending into said side sections 
of said web of said first mechanical fastening component. 

11. A method for forming a plurality of fastener components, comprising: 
providing a substantially continuous web of a first mechanical fastening 

component, said first mechanical fastening component including a base layer which has 
first and second longitudinally extending side sections and has a plurality of first 
mechanical fastening elements which are integrally fomied with said base layer and 
extend away from a base plane of said hook base layer, said first mechanical fastening 
elements configured to operably engage a selected, cooperating second mechanical 
fastening component; 

attaching at least one. substantially continuous web of carrier material to said 
web of said first mechanical fastening component to provide for an extending section of 
carrier web material which extends laterally outboard from each of said side sections of 
said web of said first mechanical fastening component; 

attaching a substantially continuous web of panel material to extend laterally 
outboard from said each extending section of carrier web material, thereby forming a 
composite fastener web; 

dividing said composite web along at least first and second, non-intersecting, 
serpentine division lines which repeatedly traverse across a complete lateral width of said 
first mechanical fastening component web and extend generally longitudinally along a 
medial region of said composite web to provide for a serpentine strip, said first serpentine 
division fine having a first plurality of laterally inboard hill regions and relatively outboard 
valley regions which attemate in occurrence along said longitudinal dimension of said 
composite web. said second serpentine division line having a second plurality of laterally 
inboard hill regions and relatively outboard valley regions which alternate in occurrence 
along said longitudinal dimension of said composite web. and vrtierein said hill regions of 
said first and second serpentine division lines do not extend into said virebs of panel 
material; and 

removing said serpentine strip away from said composite web. 
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12. A method as recited in claim 1 1 , wherein said method includes 

providing a substantially continuous web of hook material, said hook materia! 
including a hook base layer which has a longitudinally extending medial section located 
between first and second, laterally opposed, longitudinally extending side sections of said 
5 web of hook material, each of said side sections having a plurality of hook elements 
which are integrally formed with said base layer and extend away from a base plane of 
said hook base layer, said hook elements configured to operably engage a selected, 
cooperating loop material, said medial section having a relatively lower density of said 
hook elements per unit area, as compared to said side sections, 

10 attaching at least one, substantially continuous web of carrier material to said 

web of hook material to provide for an extending section of carrier web material which 
extends laterally outboard from each of said side sections of said web of hook material; 

attaching a substantially continuous web of panel material to extend laterally 
outboard from said each extending section of carrier web material, thereby forming a 

1 5 composite fastener web; 

dividing said composite web ak>ng at least first and second, non-intersecting, 
serpentine division lines which repeatedly traverse across a complete lateral width of said 
web of hook material and extend generally longitudinally along a medial region of said 
composite web to provide for a serpentine strip, said first serpentine division tine having a 

20 first plurality of laterally inboard hill regions and relatively outboard valley regions which 
altemate in occurrence along said longitudinal dimension of said composite web, said 
second serpentine division line having a second plurality of laterally inboard hill regions 
and relatively outboard valley regions which altemate in occun^nce along said 
longitudinal dimension of said composite web, and wherein said hill regions of said first 

25 and second serpentine division lines do not extend into said webs of panel material; and 
removing away said serpentine strip away from sard composite web. 

13. A method as recited in claim 1 1, wherein said method is arranged to attach a 
substantially continuous web of elastomerically stretchable panel material to extend 

30 laterally outboard from said each extending section of carrier web material, thereby 
forming said composite fastener web. 

14. A method as recited in claim 11, wherein said method is configured to provide 
first and second substantially continuous webs of camer material which are operably 

35 attached to thereby provide said sections of canier web materia! which extend laterally 
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outboard from each of said side sections of said web of hook material. 

15. A method as recited in claim 1 1. wherein said valley regions of said first and 
second serpentine division lines extend into said webs of panel material. 

16. A method as recited in claim 11. further including a partitioning of said 
composite web to provide for a plurality of fastener components: and an attaching of said 
fastener components to appointed side regions of an article vi^b. 

17. A method as recited in claim 16. further comprising a sectionrng of said article 
web into a plurality of individual articles. 

18. A method for fomiing fastener componer»ts. comprising: 

providing first and second substantially continuous webs of a first mechanical 
fastening component, said first mechanical fastening component Including a base layer 
which has first and second, laterally opposed, longitudinally extending side sections and 
has a plurality of first mechanical fastening elements which are integrally formed with 
said base layer and extend away from a base plane of said hook base layer, said first 
mechanical fastening elements configured to operably engage a selected, cooperating 
second mechanical fastening component, said medial section having a relatively lower 
density of said first mechanical fastening elements per unit area, as compared to said 
side sections, 

attaching at least one. substantially continuous web of carrier material to each 
of said first and second webs of said first mechanical fastening component, each of said 
at least one web of carrier material providing for an extending section of carrier web 
material which extends laterally away from each of said side sections of each of said first 
and second webs of said first mechanical fastening component, and each of said at least 
one web of carrier material providing an appointed first carrier side edge region and an 
appointed second carrier side edge region; 

attaching a substantially continuous, relatively central web of panel material to 
said second side edge portion of each of said at least one web of carrier material; and 

attaching a relatively outboard web of panel material to extend laterally 
outboard from said first side edge portion of each of said at least one web of carrier 
material, thereby fomfiing a composite fastener web assembly. 
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19. A method as recited in claim 18 further Including a dividing of said relatively 
central v^eb of panel material to provide first and second composite fastener webs. 

20. A method as redted in claim 19 further including a dividing of at least one of 
said composite fastener vy^ebs along at least first and second, non-intersecting, 
serpentine division lines which repeatedly traverse across a complete lateral width of said 
first mechanical fastening component web and extend generally longitudinally along a 
medial region of said composite web to provide for a serpentine strip, said first serpentine 
division line having a first plurality of laterally inboard hill regions and relatively outboard 
valley regions which alternate in occurrence along said longitudinal dimension of said 
composite web, said second serpentine division line having a second plurality of laterally 
inboard hill regions and relatively outboard valley regions which alternate in occurrence 
along said longitudinal dimension of said composite web, and wherein said hill regions of 
said first and second serpentine division lines do not extend into said webs of panel 
material; and 

a removing of said serpentine strip away from said at least one composite 
fastener web. 

21. A method as recited in claim 20, further comprising a segmenting of said at 
least one composite fastener web to form individual fastener components. 
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